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1. 

REVOLVER BARREL WITH IMPROVED BARREL 
THROAT AND METHOD OF MANUFACTURE 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 
The present invention relates to firearms and, more 

particularly, to a barrel for a revolver and a method of 
manufacturing the revolver. 

2. Prior Art 
U.S. Pat. No. 3,176.422 discloses a rear end of a re 

volver barrel with a frusto-conical sink in the rear end 
of the barrel. U.S. Pat. No. 4,387,526 discloses a barrel 
throat with two tapers. The following U.S. Pat. Nos. 
show revolver barrels with cone shaped barrel throats: 

144,814 3,136,084 
4,253,261 465,456 
4,793,084 5,333,531 

SUMMARY OF THE INVENTION 

In accordance with one method of the present inven 
tion a method of a manufacturing a barrel for a revolver 
is provided comprising steps of providing a barrel mem 
ber with a rifled barrel bore; forming a barrel throat at 
a rear end of the barrel bore, the barrel throat having a 
diameter that decreases along the length of the throat; 
and forming an entrance at a rear end of the barrel 
throat with a constant diameter along the length of the 
entrance. 

In accordance with another method of the present 
invention a method of manufacturing a revolver is pro 
vided comprising steps of providing a barrel; attaching 
the barrel to a frame; and removing a portion of a rear 
end of the barrel. The barrel has a barrel throat at a rear 
end of a barrel bore and an entrance at a rear end of the 
barrel throat. The entrance has a substantially constant 
diameter and the barrel throat has a diameter that de 
creases along the length of the barrel throat. The step of 
removing a portion of the rear end of the barrel re 
moves the portion along a portion of the entrance to 
adjust a gap between the rear end of the barrel and a 
front end of a cylinder. 

In accordance with one embodiment of the present 
invention, a revolver barrel is provided comprising a 
rifled barrel bore, a barrel throat, and an entrance. The 
barrel throat has a general cone shape and is located at 
a rear end of the barrel bore. The entrance is located at 
a rear end of the barrel throat and has a constant diame 
ter along the length of the entrance. 
BRIEF DESCRIPTION OF THE DRAWINGS 

The foregoing aspects and other features of the in 
vention are explained in the following description, 
taken in connection with the accompanying drawings, 
wherein: 

FIG. 1 is a partial side view with a cut-away section 
of a revolver incorporating features of the present in 
vention; and 
FIG. 2 is an enlarged cross-sectional view of the 

barrel, frame and cylinder shown in FIG. 1 before arear 
portion of the barrel is removed. 
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2 
DETAIEED DESCRIPTION OF THE 

PREFERRED EMBODEMENT 

Referring to FIG. 1, there is shown a partial view of 
a revolver 10 incorporating features of the present in 
vention. Although the present invention will be de 
scribed with reference to the single embodiment shown 
in the drawings, it should be understood that features of 
the present invention can be incorporated into various 
different types of alternate embodiments and firearms. 
In addition, any suitable size, shape or type of members, 
elements or materials could be used. 
The revolver 10 generally comprises a frame 12, a 

hammer 14, a cartridge cylinder 16, and a barrel 18. The 
cylinder 16 is revolvably connected to the frame 12 and 
includes a plurality of cartridge chambers 20 for hold 
ing cartridges 22. Referring also to FIG. 2, the frame 12 
has a threaded hole 24 that is adapted to receive the 
barrel 18. The barrel 18 has a rifled barrel bore 26, a 
barrel throat 28 at a rear end of the bore 26, and an 
entrance 30 at a rear end of the barrel throat 28. The 
rifled barrel bore 26 has a diameter A. The entrance 30 
has a uniform constant diameter B that is larger than the 
diameter A. The barrel throat 28 has a general cone 
shape. The diameter of the barrel throat 28 decreases 
along the length of the throat from the entrance 30 to 
the barrel bore 26. The diameter B of the entrance 30 is 
the same size as the diameter of the barrel throat at the 
rear end 38 of the barrel throat 28. The front of the 
cartridge chambers 20 have a diameter C that is smaller 
than the diameter B. 
The exterior of the rear end of the barrel 18 has a 

threaded area 32 that is adapted to be screwed into area 
24 of the frame. However, any suitable type of means to 
fixedly connect the barrel to the frame could be used. 
The threaded area 32 extends around or surrounds the 
barrel throat 28 and a portion of the bore 26. However, 
the threaded area 32 does not surround the entrance 30. 
Thus, a non-threaded area or distance D is provided on 
the exterior rear end of the barrel. In the embodiment 
shown, the area D is substantially the same length as the 
length of the entrance 30. 
The barrel 18 is formed by forming a bore, the barrel 

throat 28, and entrance 30 in a barrel member. Then the 
bore is rifled to form the rifled bore 26. The screw 
threads are also formed on the exterior of the barrel 
member surrounding the barrel throat 28, but not sur 
rounding the entrance 30. The barrel 18 is then attached 
to the frame 12 at threaded area 24. Then, a barrel/cyl 
inder gap E is measured between the rear edge 34 of the 
barrel 18 and the front surface 36 of the cylinder 16. The 
gap E is compared to a predetermined desired gap size 
F between the rear edge 34 and front surface 36. The 
difference G between the real gap E and the desired gap 
F is then determined. The manufacturer can now re 
move a portion of the rear end of the barrel 18 equal to 
the length G to thereby adjust the real gap into becom 
ing the desired gap F. The portion of the barrel 18 that 
is removed can be removed by any suitable type of 
metal machining process, such as grinding. The barrel 
18 could be removed from the frame 12 during this 
machining process or could remain attached to the 
frame while being machined. Preferably, after the por 
tion along length G of the rear end of the barrel 18 is 
removed, the barrel/cylinder gap between the rear edge 
34 and front surface 36 is measured again to insure that 
the real gap is now substantially the same as the desired 
gap F. 
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As is generally known in the art, a cone shaped barrel 
throat reduces particle spitting, such as gun powder, 
lead, and jacket material from a fired cartridge. Also, as 
is generally known in the art, manufacturers in the past 
have adjusted the barrel/cylinder gap between a rear 
end of a barrel and front of a cylinder by removing a 
portion of the rear end of the barrel. However, because 
barrel throats in the past started at the rear edge of the 
barrel, because diameters of the cone shaped barrel 
throats decreased along their lengths, and because re 
moving a portion of a barrel length to adjust the bar 
rel/cylinder gap was sometimes necessary, the size of a 
barrel throat would change. More specifically, the 
length of the barrel throat would become smaller and, 
the rear end diameter of the barrel throat would become 
smaller. In order to correct this problem, the barrel 
throat had to be re-worked or machined again. This 
re-work usually deteriorated the surface finish of the 
barrel throat which aggravated particle spitting. 
The present invention eliminates secondary re-work 

operations on a barrel after a rear end of the barrel has 
been shortened in order to meet gun specifications for a 
desired barrel/cylinder gap. In addition, the present 
invention does not aggravate particle spitting from the 
barrel/cylinder gap. Because the barrel 18 has an en 
trance 30 between the rear edge 34 of the barrel 18 and 
the rear end 38 of the cone shaped barrel throat 28, the 
rear end 38 of the barrel throat 28 is spaced from the 
rear edge 34 by the distance D. Thus, if a portion of the 
rear end of the barrel 18 needs to be removed, it will 
only be removed at the area of the entrance 30; not 
along the cone shaped barrel throat 28. The length and 
size of the throat 28 will not be changed because its rear 
end 38 is located inside (or will be located inside) the 
frame 12. Because the entrance 30 has the constant and 
uniform diameter B, the diameter of the entrance 30 will 
not change when a portion of the rear end of the barrel 
18 is removed. The diameter B at rear end 38 of the 
throat 28 remains constant even when length G is al 
tered to adjust the barrel/cylinder gap. 

It should be understood that the foregoing descrip 
tion is only illustrative of the invention. Various alterna 
tives and modifications can be devised by those skilled 
in the art without departing from the invention. Ac 
cordingly, the present invention is intended to embrace 
all such alternatives, modifications and variances which 
fall within the scope of the appended claims. 
What is claimed is: 
1. A method of manufacturing a barrel for a revolver 

comprising steps of: 
providing a barrel member with a rifled barrel bore; 
forming a barrel throat at a rear end of the barrel 

bore, the barrel throat having a diameter that de 
creases along the length of the throat; and 
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4. 
forming an entrance at a rear end of the barrel throat 

with a constant diameter along the length of the 
entrance. 

2. A method as in claim 1 wherein the step of forming 
an entrance comprises forming the diameter of the en 
trance the same size as a rear end diameter of the barrel 
throat. 

3. A method as in claim 1 further comprising attach 
ing the barrel member to a frame of the revolver and 
measuring a gap between the rear end of the barrel 
member and a cartridge cylinder of the revolver. 

4. A method as in claim 3 further comprising remov 
ing a portion of the rear end of the barrel member to 
thereby adjust the gap between the rear end of the 
barrel member and the cartridge cylinder. 

5. A method as in claim 1 further comprising forming 
screw threads on an exterior of the barrel member sur 
rounding the barrel throat, but not surrounding the 
entrance. 

6. A method of manufacturing a revolver comprising 
steps of: 

providing a barrel with a barrel throat at a rear end of 
a barrel bore and an entrance at a rear end of the 
barrel throat, the entrance having a substantially 
constant diameter and the barrel throat having a 
diameter that decreases along the length of the 
barrel throat; 

attaching the barrel to a frame; and 
removing a portion of a rear end of the barrel along a 

portion of the entrance to adjust a gap between the 
rear end of the barrel and a front end of a cylinder. 

7. A method as in claim 6 further comprising measur 
ing the gap after the barrel is attached to the frame to 
determine the size of the gap, 

8. A method as in claim 7 further comprising remov 
ing the barrel from the frame before removing the por 
tion of the rear end of the barrel. 

9. A method as in claim 8 further comprising reat 
taching the barrel to the frame after removing the por 
tion and measuring the gap again. 

10. A revolver barrel comprising: 
a rifled barrel bore; 
a general cone shaped barrel throat at a rear end of 

the barrel bore; and 
an entrance at a rear end of the barrel throat having 

a constant diameter along the length of the en 
trance. 

11. A revolver barrel as in claim 10 wherein the diam 
eter of the entrance is the same size as a diameter of the 
barrel throat at the rear end of the barrel throat. 

12. A revolver barrel as in claim 10 further compris 
ing a screw thread area on an exterior of the barrel 
surrounding the barrel throat and not surrounding the 
entrance. 
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